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ABSTRACT.

Casting repregent the simplest and most direct route to produce an
engineering shape from metal and should consiquently be the cheapest
route. In essence, the process simply consists of making a mould

of the required shape, in these case is door keys. Filling the mould
with molten metals of the desired composition of alloys and allowing
it to solidify so that when separated with the mould it will have
taken up the shape of the cavity.

For the production of door keys the simplest, cheapest and the best
available method is by Plaster Mold Casting. Therefore all effort
is aimed to design the most practical and best shape and technique
of the cope. and drag required for the procuction of door keys. The
design come out by making keys at a time. The four keys is place

opposite to each other for quick flow of molten metal.

The mold for the key is prepered by pouring Plaster of Paris (Ca 804)
into the cope and drag. The plaster will take the shape of the master
pattern (keys) in the cope and c¢rag. When the molten metal is poured

through the pouring gate , the runner, pattern and out through the

riser, the required of the shape of door keys will be obtained.
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INTRODUCTION .

By any measure, casting is one of the most important of manuf-
acturing process. Cast partg range in size frow a fraction of an
inch and weighing a fraction an aunce, such as the individuzl teeth
in a zipper to 30 or mcre feet in weipghing many tons, such as the
huge propellar and stern frames of ocean liners. In many cases cast
parts are ready for use as they come fron. the casting should bhe made
as compact as possible. The casting shape should allow the pattern
to be removed from the mold and the cores from the core boxes.

To facilate the removal, provision should be mnde for draft on the
casting's vertical surfaces. The draft anmount should be greater for

the inside surfaces than for the outside surfaces of the casting.

The position of the casting surfaces during the metal pouring must
be taken into account, since gzs holes moy develop on the casting's
upper horizontal surfaces. Critical surface of the casting should

lie at the bottom part of the moulc.

The casting ds designed with regard to its shrinkage and to the
inter ference with the shrinkage, the latter created by the mold
and cores, and by the difference in cooling rate for different
parts of the casting. The impeded shrinkage of the casting results
in residual stresses there in, and many cause it distortion and
crackinge Hence uniform ccoling and frece shrinkage of the casting

should be provided for.

While a large number of different ~nd hiehly specialised casting

processes are used in modern industry, the following four basic

consideration apply to all forms of casting.

a) The metal to be cast must be able to be melted cleanly and
economically. Melting may be done in i variety of furnances
with coke, pulverised cocal, fuel o0il, gas or electricity ac
fuel.

b) A suitable mould cavity must‘be produced, enlarge sufficiently

to compenaate for the cooling shrinkige of the nolidify metal.
This would ocavity must have gome cuitable menns of metal nccess,
must allow for the escapc of the pasics c¢ither trapped in the

mould cduring pouring or form by the action of heat on the



